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57 o ABSTRACI‘ .

A metal cap having a primer layer thereon which hasa
thermal adhesiveness with respect to a lining layer and
wherein part of the lining at the bottom of a cap is
thermally adhesively fixed to the primer layer.

A method of manufactunng a metal cap including steps |

of applying a primer to the cap which has a thermal

adhesiveness with respect to a lining layer and heating
only a portion of the bottom of the cap to cause only
part of the lining to become affixed to the primer.

5 Claims, 8 Drawing Figures
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METHOD OF MANUFACTURING A METAL CAP
WITH A LINING AFFIXED THERETO AT
- SELECTED AREAS

TECHNICAL FIELD

~ The invention relates to a metal cap and a method for

its manufacture where the cap is adapted to seal the

~ open ends of containers and where the cap has a lining

layer thermally adhesively affixed to a primer layer

~ contained on the cap over a portlon of the inside bottom
surface of the cap.. |

BACKGROUND ART

2

~the same which does not require any cemplicatedadhe-

sive primer painting process to affix a part of a lining
layer to a primer layer over a portion of the msu:]e bot-
tom surface of a metal cap. |

DISCLOSURE OF INVENTION

" Broadly a metal cap constructed according to the
invention has a lining layer overlying a primer layer on

- the inside bottom surface of the cap. The primer layer

10
“layer such that when a portion of the bottom surface of |

" Metal caps are used for seallng the open ends of con- 15

tainers such as bottles or wide neck jars and comprise a.

metal shell to which a lining layer has been added. The

metal shells are made by shallow stamping or deep
stamping of metal sheets with threading or pleated flare
processing added as required. Specifically metal caps
“include items such as crowns, screw caps, pilfer-proof
caps and twist-off caps. The metal shell portion of the

‘caps may be uncoated, may be treated with an anti-cor-

~ rosion coating, and may have printing applied. Shell
materials suited for use in the present invention include
both non-magnetic metal materials such as aluminum,
aluminum alloy, copper and brass and magnetic metal
‘materials such as tin plate, tin free steel and coated steel
plate.

In order to prevent the seal lining layer used in a cap
- from separating from the cap during transport or during
supply to cap supply chutes in packing and sealing ap-
paratus, the lining layer is ordinarily adhered to the
entire inner surface of the bottom of the metal shell by
means of a primer layer. However, with the recent
appearance of caps, and particularly. crowns, used as
- prizes, there have been various proposals for metal caps
in which the lining layers are easily peelable from the
metal shells. Prize marketmg caps include those having

a winning ticket for a prize or other characters, codes or a0

drawings printed as marks on the inside bottom surfaces

20

has a thermal adhesiveness with respect to the lining

the cap is heated, only that part of the lining layer at the
heated portion will become affixed to the primer.

The method of manufacture of the cap described
above includes applying heat to only the bottom portion

‘of a metal cap where it is desired to have a lining mate-
- rial affixed to a primer. The heating of the bottom of the

cap 1s preferably accomplished by inducing a high fre-
quency electrical current in the portion of the cap
where it is desired to have the lining layer affixed to the

- primer layer. The heating step can be done before appli-
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of metal caps with the idea of promoting the marketing

of the bottles. In order to make the peeling of the lining
layer easy in this type of prize cap, only the center part
of the lining layer is lightly affixed to the metal cap
leaving all or part of the outer periphery of the lining
layer in a non-adhesive state. For example, the method
of manufacture of some caps includes the step of having
adhesive primer painted only in the center part of the
bottom inside surface of the metal shells, while other
methods included having the entire bottom inside sur-
face of the shells painted with adhesive primer, and then
having ink that will prevent adhesion between the lining
layer and adhesive primer painted in part or all of the
outer periphery of the bottom surfaces. However, both
of these methods require special types of primer paint-
ing apparatus adding a step to the manufacturing pro-
cess and both methods require precise control of the
painting process to prevent poor registration.
- A problem which exists where a lining layer compris-
- Ing a resin such as polyethylene is used, is that the lining
layer, if it is adhered over the entire bottom surface of a
cap, will tend to crack along its outer periphery over a
‘period of time after bottling leading to a loss of sealabil-
ity. This is in. part due to stress cracking characterlstlcs
of polyethylene material. -

It 1s therefore an object of the present invention to
provide for a metal cap and method of manufacture of
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- having a metal shell 2 which forms the main body of the

60

cation of the lining material in which event the lining

~material is cut_from a sheet to a desired shape and

pressed onto the heated portlon of the bottom of the

- cap.

In a further embodlment the lmlng material may be
applied prior to heating in which event the material is
pressed. after heating by a cooled punch to shape the
matenal into a sheet form. | |

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 is a side sectional view of a metal cap con-
structed accordmg to the invention;
FIG. 2 1s an enlarged view of the bottom portlons of

the cap of FIG. 1;
FIGS. 3(a)-3(d) are dlagrammatlc plan views of the

“adhesive and non-adhesive areas of the lining layer
‘available in a cap constructed according to FIG. 1;

- FIG. 4 1s a partial plan view of an apparatus for man- -
ufactunng the cap illustrated in FIG. 1; |
FIG. 5 is an enlarged sectional view of FIG. 4 taken

along lines A—A;

FIG.6i1sa dlagrammatlc view illustrating the flow of
induced current in a metal shell;
~ FIG. 7 is a graph illustrating the relation between
heating time and temperature of a bottom of a metal

shell; and |
FIG. 8 is a graph 1llustrat1ng temperature variation in

' a bottom of a metal shell measured from the center of

the cap.

BEST MODE FOR CARRYING OUT THE
- INVENTION |

Referring to FIG. 1, there is illustrated a metal cap 1

metal cap. The shell has an adhesive primer layer 3
thereon which may directly contact the shell or indi-

rectly through means of an anti-corrosion coating inter-

posed between the shell and the primer layer. As.

- shown, a lining layer 4 is affixed to the primer layer 3

65

through a thermal adhesive portion 6 and contacts the
primer layer through non-adhesive portions 5.

FIG. 2 illustrates in greater detail the positioning of
the layers and in addition the positioning of anti-corro-
sion coatings 2' and 2" on the surface of the shell 2.

Referring to FIGS. 3e-3d, there is illustrated the
positioning of high frequency conductors 17 which are
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utilized to heat portions of the bottom of -a_-shell' in a
manner described hereafter and which in addition illus-

trates various configurations of non-adhesive parts 3

and adhesive parts 6 that may be obtained by different .

positioning of the conductors 17. FIG. 3a illustrates
adhesive part 6 extending in two parallel strips to divide

the lining layer into three nearly equal parts with the

widths of adhesive part 6 being either nearly equivalent

- to the outer diameters of the high frequency current

conductors 17, or slightly larger. Non-adhesive parts 3

.10

occupy the outside and inside of adhesive parts 6 and

consequently non-adhesive parts § occupy the greater
part of the inside and the greater part of the outer pe--

. 4 )
While it is important that the primer material have a
thermal adhesiveness to the lining material camprising a

‘thermoplastic resin, it is also important that the primer

material has adhesiveness to the metal shell itself or to
the a_ntl -corrosion coating 2’ formed on its inner surface.
This is important in order to prevent the lining layer

- from separating from the metal shell during transport or
during supply to the cap supply chute of the packing
‘and sealing apparatus and also to prevent leakage of the

liquid contents as described later, . . |
Examples of such primer materials are adheswe resins .

such as ethylene-vinyl acetate copolymer ‘ethylene-

" acrylic acid ester copolymer, epoxy, polyurethane,

riphery of the lining layer. The outer periphery in this -

instance is taken to mean the part havmg an area 1n51de
and along the outer perimeter. |

FIG. 3b shows adhesive part 6 extending through the
area of the center of the lining layer and to make a near
rectangular shape having a width a little larger than two

times the outer diameter of the high frequency electric.

conductor 17. Here non-adhesive part § occupies the
greater part of the outer periphery of the lining layer.

FIG. 3¢ shows adhesive part 6 formed in a nearly
circular shape in the center of the lining layer, and as
will be discussed later, this is the shape used when heat-
ing the shell while rotating it around its center over two

13

polybutadiene, epoxyurethane, modified polyolefin,
ionomer or resins in which they are the main ingredient

* or their mixtures. Primers particularly well suitable for

~use in the present invention are resins having polyolefin .

- oxide or modified polyoleﬁn dispersed in the base resin
- used to form the primer coatlng Examples of base res-

20 .
~ resin, alkyd resin and heat curing alkyd resin monomer .
or combinations of two or more of these or other ther- .

ins are epoxy resm, phenol resin, amino resin, polyester |

moplastic resins.

25

Polyolefin oxide is a substance obtalned by oxldlzmg
polyoleﬁns such as polyethylene or polypropylene or

~ their copolymers in the molten or dissolved state. The

adjoining high frequency current conductors 17 whose
current directions are mutually opposite. In this case

non-adhesive layer § occupies the entire pOI’thIl of the
outer perlphery of the lining layer.

FIG. 34 1s an example of the adhesive part 6 being
formed to make a ring on the peripheral part of the
lining layer. This is accomplished by positioning the
conductors under the periphery of the shell bottom, and
heating while rotating the shell.

The llmng material used may include any thermoplas—
“tic resin (rubber included) having elastic properties
“suitable for use as a sealing material, for example soft
vinyl chloride, styrene-butadiene-styrene copolymer,
linear polyamide resin, fluorine resin and polyolefin
resin. Since polyolefin resin such as polyethylene has
superior sanitary, anti-moisture and mechanical proper-
ties, it is well suitable as lining material. Polyolefin res-
ins that may be used include polyolefins such as low
density, medium density and high density polyethylene,
polypropylene, polybutene-1, ethylene-butene-1 co-
polymer and ethylene-propylene copolymer, ethylene-
vinyl acetate copolymer, and modified polyolefins or
olefin copolymers containing as their main ingredients
olefins such as unsaturated carboxylic acid modified
polyethylene or polypropylene, and considerable
amounts of ethylene unsaturated monomer other than
olefin. These olefin resins can be used singly or in com-
binations of two or more, and they can also be blended
with elastomers such as ethylene-propylene rubber and
butyl rubber to improve the elastic properties needed
for sealing materials. It is also possible to blend oxida-
tion inhibitors, heat stabilizers, lubricants, fillers or col-
orants into these polyolefins. Further it is also possible
to blend cross-linking agents and foaming agents either
singly or in combination to obtain polyolefin resin of
superior mechanical properties such as elasticity.
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‘oxygen therein is believed to be present partly in the |
form of polymer chain end carboxyl groups or carbox- -

ylic ester groups, and partly in the form of either groups
and ketone groups intermediate on the polymer chain.

‘Modified polyolefin means polyolefin graft modified

mainly by unsaturated carboxylic acid or its derivates
(at a graft rate preferably of 0.001-10 wt%).
The above primer will ordmanly be obtalned by

mixing a solution of the base resin dissolved in an or- -

ganic solvent with a solution of polyolefin oxide or
‘modified polyolefin dissolved in such as hot xylene or -

 Decalin. Ordinarily the polyolefin oxide or modified
‘polyolefin will be 3-30 parts by welght per 100 parts by )

weight of the base resin.
The paint amount (nonvolatile fractlon) of the pmner

. layer should be about 30-150 mg/dm2. The primer layer
- may cover the entire inner surface of the metal shell or

it may cover only the bottom part. |

In this case, the polyolefin oxide or modlﬁed polyele- :
fin in the primer layer will ordinarily have a melting
point or softening point of a temperature capable of

‘thermal adhesion with the lining layer.

Anti-corrosion coatlng 2" is not neeessarlly requlred
in cases when the primer layer covers the entire inner
surface of the metal shell, but when it is applied, it will
be selected from known undercoating paints such as

'- phenol-epoxy, Epoxy-ammo and ‘phenol- epoxy-wnyl

35

60

These lining layers may be in the form of flat sheets,

or as shown in FIG. 1, they may be furnished with a
peripheral projection that contacts the upper end of the
container mouth and this projection may assume an
annular shape that clasps both sides of the mouth as
required. SRR

65

resins. |
In the case of prize caps, the prize markmg is printed
on anti-corrosion coating 2" or on the primer layer.
The metal cap of the present invention is manufac-
tured as follows. | |
An anti-corrosion coatlng and/or prlntlng 2 is ap-
plied to one surface of a metal sheet that is to comprise
the shell material, preferably aluminum or aluminum
alloy sheet. An anti-corrosion coating 2" is applied to
the other surface of the sheet if such coating or printing

is desired. A primer is then applied onto anti-corrosion

coating 2" after which the sheet is annealed. The an-
nealed coated sheet is then pressed into cap.form with
the primer layer being on the inner surface. It 1s impor-
tant that the bottom inner surface of the metal shell that
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has been formed be heated in a manner that a part of the
- lining layer is thermally adhered. There are no particu-
lar restrictions as to the method of heating the shell
bottom for this purpose and any heating method can be
adopted such as local hot blast heating, frame heating,
infrared ray heating, electric resistance heating, laser
“heating, electron beam heating and high frequency in-
duction heating. However methods other than high
frequency induction heating will have difficulty in suffi-
ciently satisfying the conditions needed for the indus-
trial production of the metal cap of the present inven-

“tion such as heat efficiency, heating atmosphere, com-

pactness of apparatus, high speed continuous heating,
temperature control and local heating only in desired
positions on the shell bottom.

Consequently it is preferred that the high frequency
induction heating method be adopted in the manufac-
~ ture of the metal cap of the present invention.

4,272,313
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adhesion of just a part of the lining layer is difficult. The

" time involved will vary depending on the dimensions of
the shell, sheet thickness, material, distance between the

conductors and the shell bottom, diameter of the con-
ductors, distance between the conductors, strength of
the high frequency current and its frequency. Ordinar-
ily as shown in FIG. 7, the shell heating time, that is the
time for passage through heating apparatus 11, should
be about one second maximum, about two seconds max-
imum and about four seconds maximum respectively for
shell bottom diameters of 15-25 mm, 26—40 mm and
41-60 mm.

FIG. 7 using the thermal adhesmn configuration illus-
trated in FIG. 3¢, shows the relation between: (a) shell
heating time, and (b) the temperature in the central part -

of the shell when the shell has been heated by high

~ frequency induction (line 12 and 2a) and the tempera-

- Referring to FIG. 4, there is illustrated a continuous

high frequency induction heating apparatus 11 by
which a metal shell may be heated. A plurality of semi-
circular notches 13 are provided at intervals in the pe-
ripheral part of a rotating table 12 comprising a trans-
port means for shells 1§ and shells 15 are charged to
notches 13 from a chute 14 with their bottom sides
down. A charged shell 15 is transported in the rota-
tional direction of the rotating table 12 (direction of the
arrow in the drawing) and is charged to a heating appa-

ratus 11. The shell slides on guides (not illustrated)

positioned before and after the heating apparatus.

Heating apparatus 11 comprises high frequency elec-
tric conductors 17 connected to a high frequency power
source 16. A guide panel 18 and vertical gulde 19 also
form part of the heating apparatus.

FIG. 5 shows a vertical section of the heating appara-
tus 11 and in that figure a pair of high frequency electric
conductors 17 are illustrated where the direction of the
current in each conductor is mutually opposite.

As shown in FIG. 6, when the directions of the cur-
rent in the conductors are mutually opposite, the induc-
tion current that is excited in the bottom of the shell
directly over the conductors and the shell wall forms a
closed circuit 22 in which the current flows in large
‘amounts so that a local temperature rise is efficiently
accomplished by Joule heating. If the directions of the
current were the same, the closed circuit shown in FIG.
6 would not be formed and the efficiency of induction
current excitation would be low resulting in little tem-
perature rise. Further no temperature rise would occur
in the case of a single conductor as no circuit would be
formed.

Ordinarily when a metal shell comprises a magnetlc:
material such as tin plate, induction heating occurs at
good efficiency because the magnetic flux concentrates
on the bottom of the shell. But in the case of a non-mag-
netic shell, such as aluminum, efficiency is poor because
of considerable leakage of the magnetic flux. Yet in
either case, induction current flows only in the parts
directly over the conductors or in their vicinity. Conse-
quently, since the temperature of the shell areas outside
the heated portions directly over or nearly over the
conductors rises only because of heat conduction from
the heated portions, these outside areas will remain at
lower temperatures during the initial heating phase.
However with passage of time, the temperature rise
over the conductors slows down and since the metal is
a good heat conductor, the temperature difference be-
tween the two parts decreases. Consequently, thermal

20
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ture of a point outside the center of the shell by a dis-
tance of radius X % (curves 16 and 2b). The measure-
ments were obtained by thermopaint. In this Figure,
lines 1a and 15 show a case when a tin plate shell 27 mm
in diameter and 0.27 mm thick is heated by the heating
apparatus 11 of FIG. 4 using a 400 kHz high frequency
power source and high frequency heating coils with the
distance between the centers of the conductors being set
at 7 mm, conductor diameter 4 mm, conductor length,
(current flow in one conductor) 800 mm, and distance
between the conductor ends and the shell bottom at 0.3

- mm. FIG. 7 shows an example of temperature variations
30

at the shell center and at a point separated from the
center by radius X §. Further, the output was regulated
so that the temperature in the center part was a constant
160° C.

Also, lines 2a and 2b of FIG. 7 I‘ESpECtWEly show the
case when an aluminum shell 38 mm in diameter and 0.2

mm thick was heated by heating apparatus comprisinga '

distance on centers between conductors of 10 mm, con-
ductor diameter 6 mm, conductor length 1,000 mm, and
a distance between the conductor ends and the shell
bottom of 0.3 mm, and show an example of temperature
variations at the shell center and at a point separated
from the center by radius X .

The interval between conductors can be designed for
any desired position or size of non-adhesive parts, for
example, they can be separated as in FIG. 32 or can be
adjoining as in FIG. 3b. The diameters of the conduc-
tors will generally increase together with the diameter
of the shell. For example, for shell diameters of 15-25
mm, 26—40 mm and 41-60 mm, the conductor diameters
should respectively be about 3 mm, about 5 mm and

~about 7 mm. This is because the greater the shell diame-

ter, the greater the need for larger current flows in the
conductors and when the diameter of the conductor 1s
small, the Joule loss in the conductor becomes large. On
the other hand, when the conductor diameter increases,
the electromagnetic coupling between the conductor
and the cap decreases and heating efficiency declines.
Further i1t 1s desirable to have the diameter of the con-
ductor as small as possible in order to impart a non-
uniform temperature distribution.

In order to prevent occurrence of variations in mduc-
tion current amount on the shell bottom because of
slight differences in the distance between the shell bot-
tom and the conductors and the consequent variations
in heating temperature and in order to prevent short
circuits between the shell bottom and the conductors,
the conductors should be contained, as shown in FIG.
S, in attachment 20, which is made of synthetic resin
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such as Bakelite (when using vacuum tube-type genera-
tors) or of an insulating high permeability material such
as ferrite (when using transistor-type generators). An
adhesive 21 such as epoxy resin holds the conductors 1n
the attachment so that the conductors will not move
unstably during heating. | |

High frequency power source 16 can be any type
desired but a vacuum tube-type should be used for high

frequencies of 100 kHz to 10 MHz, and a transistor-type
should be used for frequencies on the order of 10 kHz to

80 kHz.

The smaller the distance between the conductors and
the shell bottom, the larger the non-uniformity in heat-
ing-temperature on the shell bottom and the greater the
rise in heating efficiency. Consequently when highly
permeable material is not used in attachment 20, the
distance between the upper ends of the conductors 17a
and shell bottom surface 156 should be 1 mm maximum
and preferably 0.5 mm maximum. Distances closer than
about 0.1 mm may lead to short circuits and shouid not
be used. When using insulating high permeability mate-
rials in the attachment, the distance between attachment
upper surface 20a and shell bottom surface 156 should
be 2 mm maximum, and preferably 1 mm maximum. In
this case, since the ferrite ordinarily used as the insulat-
ing high permeability material is brittle, it 1S necessary
to protect the upper surface of the attachment with an
insulating sheet such as Bakelite of a thickness of about
0.4 mm, so that 1t will be difficult to make the distance
between the upper surface of the attachment and the
shell bottom lower than 0.4 mm.

In the case of a shell that is non-magnetic such as
aluminum, the above distances are regulated by varying
the height of guide panel 18. Here guide panel 18 re-
ceives and supports the shell after it floats up from the
repulsion force formed by the high frequency coil mag-
netic field and the induction current induced in the shell
and its lower surface 18z has the function of sliding
along open end 15a of shell 15 as 1t is driven by trans-
port means 12.

The best guide panel i1s a strengthened glass plate
- with a smooth surface. When the shell is made of mag-

netic material such as tin plate, it will not ordinarily.

float up so that the distance is regulated by the thickness
of an insulating film such as Teflon film placed over the
conductor. |

When it is desired to form a non-adhesive part as
shown in FIG. 3¢ by rotating the shell during heating, a

lining of a low friction material, such as Teflon is ap-
plied, in the parts where the shell contacts notch 13
while a lining of an elastic material such as silicon rub-
ber having a comparatively higher friction coefficient is
applied to the inner surface of vertical guide 19 with
which the shell comes in contact. The shell will then be
rotated when moved by the transport means 12 trans-
ported with its walls pressing against the inner surface
of vertical guide 19. -

A shell that has been heated as descrlbed above then
passes through guides, not illustrated, and enters molten
thermoplastic resin supply apparatus 24 where an extru-
sion apparatus supplies a molten thermOplastlc resin
particle nearly in the center of the shell’s inner surface.

Then the cap is delivered to a press station, not illus-
trated, where the molten thermoplastic resin particle 1s
compressed and elongated to sheet form with a cooled
punch and hardens to become a lining layer thermally
adhered to those parts of the shell bottom heated to
those temperatures where thermal adhesion is possible.

10
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The present invention will not be restricted to the
example described above, for instance, it is possible to
drop the particle of molten thermoplastic resin into the
shell before heating, or, after inserting a thermoplastic
resin film cut to the prescribed form to heat the shell
and then adhere by pressing.

The metal cap of the present invention is one where

~the lining layer can be easily peeled from the primer

layer making it well suitable for use as a prize cap.
Peelability of the lining layer can be easily regulated by

such as heating temperature and by selection of combi-
nations of liner resins and the resins that will comprise
the primer layer. For example, when a polyethylene
liner is adhered to a primer layer comprising a base resin
including polyethylene oxide and modified polyethyi-
ene, it is possible to make peeling easy by using modified
polyethylene or polyethylene oxide modified to a low
degree, or to lower the adhesive strength by reducing
the content of both.

Weak adhesion begins from the point where the heat-
ing temperature of the shell bottom is about 30°-40° C.
lower than the softening point of the polyolefin oxide or
modified polyolefin, and up to a certain fixed tempera-
ture, the thermal adhesive strength increases as the
temperature rises. Since the highest temperature on the
shell bottom is at the part directly over end 174 on the
conductors and the temperature gradually decreases
away from this part, a slope in adhesive strength (peel-
ing strength) occurs in the thermal adhesion part, as
shown for the example of the present invention (A-1) in
Table 1. This is a great point of difference with prior
metal caps where the adhesive primer was painted lo-
cally or where an adhesion inhibiting ink was printed to
make the lining layer locally adhesive. The metal cap of
the present invention, particularly the cap where the

- vicinity of the center of the shell bottom is made ther-
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mally adhesive as shown in FIG. 3¢ has the characteriz-
ing feature, as described above, that the adhesive
strength gradually increases toward the center of the

bottom. Consequently, because of the residual stress in

the radial direction formed in the liner when the liner is
formed by press forming the particle of molten thermo-
plastic resin (for example, polyethylene), there is no
likelihood that the liner will peel over passage of time.
Also the outer periphery of the lining layer, that is part
4q presses against the container mouth upper part dur-
ing capping, is in a non-adhesive state with the primer
layer and is thus easily modified under pressure im-
parted during capping so that compared to prior metal
caps comprising adhesive lining layers over their entire
surfaces, no unreasonable stresses impinge on the said
part 4qa. Consequently, it has the characterizing features
that environmental stress destruction through the me-
dium of the contained beverage will have difficulty
occurring, and leakage of the contents because of in-
complete sealing will also have difficulty occurring.
The invention is further explained by reference to the
following.

EXAMPLE 1.

A primer was made by dissolving or blending 90 parts
by weight of epoxy resin, 10 parts by weight of phenol
resin, and 7 parts by weight of polyethylene oxide
(mean molecular weight 6,500, density 0.98, acid value
13.0, softening temperature 122° C.) in a mixed organic
solvent (equivalent solvent mixture of methylisobutyl
and methylethylketone) so that the solid fraction comes
to 30 wt.%.
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The paint ‘was painted onto degreased lustrous 0.27

- mm thick tin plate with the surface tin melted and heat-

10

The following measurements and evaluations were

" made of the above three types of crowns.

ing was done in an electric oven at 200° C. for 10 min-

utes to obtain a coated tm plate (A) havmg a coatmg of
100 mg/dm?.

Then, a part of coated tin plate (A) was prmted with
an adhesion inhibiting alkyd ink in an annular shape 26.6
mm outer diameter and 16.6 mm inner diameter to make
partially printed coated tin plate (B). '

The above coated tin plates (A) and (B) with their
coated surfaces 1nside were made into crown seals (di-
~ameter 27 mm) by a conventional press forming

“method. However, with coated tin plate (B), the annu-
lar partial printing was formed so that it registered
“exactly at the outer periphery of the crown seal bottom.
- From the above two types of crown shells, the fol-
lowing three types were made comprising one type
being a crown following the present invention and two
‘other types following prior technology to serve as com-

- parisons.

(1) Crown A-1 following the present mventlon |

Crown shells made from coated tin plate (A) were
‘heated with high frequency in the manner shown in
FIG. 3¢, with the heating apparatus of FIG. 4. At this
time the high frequency induction heating coil having a
coil conductor distance on centers of 7 mm, conductor
diameter of 4 mm and conductor length of 800 mm was
arranged so that the distance between the upper end of
the coil conductor and the shell bottom was 0.3 mm.
The temperature distribution on the shell bottom was as
shown by curve 1 in FIG. 8 from the results of measure-

5
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- of samples for each type at this time was sixty bottles.

25

30

ments of the shell bottom surface temperature by ther-

mopaint with an input of 15 kW to a 400 kHz high
- frequency heating apparatus and with the passage of the
shell through the heatmg coil in 0.7 seconds. Also, the
shell made about nine revolutions during this time. A
900 mg particle of molten polyethylene (MI=13, density
0.918) was inserted into the crown shell which had been
.extruded from an extruder (diameter 40 mm, L/D 16)
fitted with a die having an extrusion opening 8 mm in

35

40

diameter. The polyethylene was then pressed with a

cooled punch to make a crown having a low density
liner.

(2) Crown A-Z (comparatwe example).

Crown shells formed from coated tin plate (A) were
heated by high frequency in the same manner as A-1
(except that the heating time was five seconds). Heating
- was done nearly uniformly until the crown shell bottom
temperature reached 150° C. and then molten low den-
- sity polyethylene was lnserted as before to make the
Crown.

(3) Crown B-1 (comparative example).

Crowns were made by entirely the same method as
for crown A-2 using crown shells formed from coated
tin plate (B).

FACTORS

Peeling Strength
Immediately After
(kg/cm)

Peeling Strength
After One Week

43

50

Adhesive strength: Samples 5 mm wide and 27 mm
long were cut out from the crown bottoms of each type
of crown immediately after forming and after standing
for one week at room temperature. Measurements were
made of the peeling strength between the tin plate and
the polyethylene. The measurements were done using

“tension, peeling at 180° at a rate of 20 mm/min. and at

a temperature of 20° C. The peeling strength was read
on a chart as the values of four positions from the outer
peripheries of the crowns to their centers. The results
are shown in Table 1.

Environmental cracking: An aqueous solutlcn of
0.01% RIPONOKKUSU NCI (made by Raion Yushi
[Lion Fat & Oil Co., Ltd.]) was placed in glass bottles.

- The bottles were capped with the various types of

crowns, let stand upside down in an atmosphere of 50°

C. and were evaluated at the time F20 until 20% had
cracks formed (twelve out of sixty bottles). The number

Sealing: Commercial bottled beer (large bottles) were
cooled to 4°-3° C. and opened, immediately capped
with the test crowns and left on their sides for one

month at 37° C. to obtain their leakage rates.

In contrast to the fact that crowns A-1 of the present
invention had satisfactory performance as container
covers, comparative examples A-2 and B-1 were not
practical for use and had the following deficiencies.
Crowns A-2 adhered over the entire surfaces, since the
outer peripheries of the lining material correspondmg to
the bottle mouths solidified with the adhesive primer,
these parts showed much more residual stress strain
during capping than the non-adhesive A-1 and B-1
crowns and environmental cracking occurred very
easily. On the other hand, although crown B-1 with-

stood environmental cracking, sealing was extremely

poor compared to crown A-1 of the present invention
and the adhesive strength of the liners decreased widely
over passage of time. In contrast to the fact that crown
A-1 had an adhesive strength in the liner that increased
gradually from the peripheral part to the central part,
with crown B-1 there was absolutely no distinction
between the non-adhesive part and the adhesive part.
Because of this, stresses remained in the liner from elon-
gation from the center toward the periphery during

liner forming, the overall adhesive strength of the liners
in crown B-1 were not able to withstand the force of

restitution of this residual stress, and the adhesive
strength was considered to be completely lost. For this
reason, although crown B-1 comprised crowns with the
same adhesive parts as crown A-1, in practice sealing
was surprisingly bad and they were completely unsuited
for practical use. |

TABLE 1
A -1
Example of A-2 B-1
the Present Comparative  Comparative
Invention Example Example
Distance 13 mm 0 1150 0
From 11 mm 250 1120 0
Center 8 mm 980 1140 1130
4mm 1140 1120 1130
Omm 1130 1120 1140
Distance 13 mm 0 960 0
From 11 mm 0 940 0
Center 8 mm 540 940 0
4 mm 890 9260 0
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TABLE 1-continued -
| | A-1 .
Example of A-2 B-1
‘the Present Comparative  Comparative
FACTORS Invention . Example Example
- Omm 900 940 - 100
Environmental Cracking (F 20) 90 Days 5 90 Days
(Days) or more - or more
Sealing (%) 0.1 35.8 95.8
(Leakage Rate) B 3 ,
| | ~ Also, when the liners of the caps were given unseal-
| ing evaluations by twenty women and children, they
EXAMPLE 2 5 y / - . Y

80 parts by weight of molecular weight about 3,000
bisphenol A type epoxy resin, 20 parts by weight of
amino resin (SUPABEKKAMIN P 138) and 4 parts by
weight of anhydride maleic acid modified polyethylene
were dispersed or dissolved in organic solvent so that
the solid fraction was 28 wt% to make a primer. The
primer was painted on alummum sheet 0.2 mm thick and
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20

dried by heating to make a coated aluminum sheet hav-

ing a coating of 100 mg/dm? and then pictures and
characters indicating a “win” or a *“loss” for prize pur-
poses were printed on the coating. This printed coated
sheet with the printed surface inside was press-formed
into cap shells (diameter 38 mm, height 17 mm) with a
‘conventionally known method in a manner that the
pictures and characters of the printing were in the cen-
ters of the caps. |
. These cap shells were heated with high frequency by
the method of FIG. 3c with the heating apparatus of
FIG. 4. At this time the high frequency induction heat-
‘ing coil with a distance of the conductors between cen-
ters of 10 mm, coil conductor diameter 6 mm, and coil
conductor length 1,000 mm was arranged so that the
distance between the upper end of the coil conductors
and the shell bottoms was 0.3 mm. Further, the temper-
ature distribution was as shown by curve 2 in FIG. 8
from the results of measurements of the shell bottom
surface temperature by thermopaint. The conductors
were connected to a 400 kHz generator with an input to
the high frequency generator of 15 kWh. Passage time
of the shells through the heating apparatus was 1 second
- and the number of shell revolutions at this time was
about eight.
- One gram particles of molten polyethylene were
inserted into the heated shells by the method of Exam-
ple 1, and they were compressed with a cooled punch to
make caps having polyethylene liners. These caps were
used to seal glass bottles containing one liter of carbon-
ated beverage and although stored for three months at

room temperature, they showed absolutely no problems
in sealing. |

23
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peeled very easily and the “wins” and “losses” could be

distinguished. Further, in the same manner as in Exam-

ple 1, the adhesive strength from the outer periphery to

‘the central part was zero (19), 120 (10), 820 (5) and 815

(zero) kg/cm (where the values in parens are distances
in mm from the center).

- We claim: |

1. A method of manufactunng a metal cap having a
primer layer covering the inside bottom surface thereof
overlaid by a lining layer, comprising the steps of apply-
ing a primer layer to said cap where the primer layer
has a thermal adhesiveness with respect to the lining
layer and has an adhesiveness with respect to said cap,
applying the lining layer to the bottom of said cap, and
applying heat to a selected portion of the bottom of the
cap whereby a selected part of the lining layer at the
bottom of the cap will be thermally adhesively affixed
to said primer layer and whereby the remaining unse-
lected portion of the bottom of the cap which is un-

heated will be loosely positioned with respect to the
‘remaining unselected part of the lining layer.

2. A method of manufacturing a metal cap according
to claim 1 wherein the step of applying heat to a se-
lected portion of the bottom of a cap includes mducmg
a high frequency current in said selected portion.

3. A method of manufacturing a cap according to
claim 2 wherein the selected portion of the bottom of
the cap is heated prior to the step of applYing the lining

layer and wherein the lining layer is pre-cut to a pre-

scribed form prior to its application to the cap.

4. A method of manufacturing a metal cap according
to claim 2 wherein the selected portion of the bottom of
the cap is heated after application of lining material
forming the lining layer is applied to the bottom of the
cap and including the additional step of subjecting the
heated lining material to a ceoled punch to shape the
lining material to a sheet form.

5. A method of manufacturmg a metal cap accordmg

“to claim 2 wherein said primer layer is applied to a metal
sheet prior to said sheet being formed into a cap.

% ¥ ¥* X %
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